. Photographs of (a) the nylon 6,6 fiber before (top) and after (bottom) CNT sheet wrapping and (b) a nylon fiber during helical wrapping with a CNT sheet. The nylon fiber was rotated as the CNT forest (from which the CNT sheet was automatically drawn) was translated parallel to rotation axis of the fiber (so as to maintain a constant angle between the nylon fiber and CNT sheet and provide uniform sheet wrapping). (c) Photograph of a knotted, CNT-wrapped nylon fiber. Before knotting, the wrapped CNT sheet on the nylon fiber was densification by dropping ethanol onto the fiber surface and allowing ethanol evaporation. After solvent densification, the CNT coating was strongly attached to the nylon fiber, which enabled fiber knotting without delamination of the helically wrapped CNT sheet. The scale bars of (b) and (c) are 1 cm and 500 μm, respectively. S5 . Dynamic CV curve (scan rate of 50 mV/s) measured during real-time stretch/release cycles to 120% strain at a scan rate of (a) 6%/s (green line) and (b) 12%/s (red line). The CV curve (black line) for the initial unstrained supercapacitor is presented for comparison in both (a) and (b). The percentage retention of the CV area for the unstrained supercapacitor was ∼86.5% for a mechanical strain rate of 6%/s and 90.8% for a strain rate of 12%/s. Fig. S6 . Optical images of (a) the glove used for demonstration of sewn supercapacitors and (b) the inner side of the glove wristband, showing eight sewn supercapacitor electrodes and the electrical connections used to deploy these electrodes in four supercapacitors. After sewing the electrodes into the glove wristband, the electrode array was over-coated with the gel electrolyte. The scale bars for image (b) is 3 mm.
